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It Works! 


Last week, as a member of the panel formed by 
the South of England Ironfounders’ Association, 
we participated in the first investigation into the 
operation of a local foundry. It will be remembered 
that this notion of establishing visiting panels is the 
outcome of a desige to improve the efficiency of 
this section of the industry. The panels having 
been selected during the course of a general meet- 
ing, the requests for visits were well received and a 
meeting of the panel was held to establish a pro- 
gramme and a rota, as each member had a minimum 
of two reserves. This initial visiting panel was for- 
tunate inasmuch as it included the chairman of the 
Association, and it now appears that such an inno- 
vation is desirable, as it gives orderliness when 
presenting the verbal report. On assembly, each 
member of the panel was given an aide memoire 
covering his particular field. Then individual mem- 
bes, accompanied by an appropriate executive, 
made a thorough inspection of the plant; at the 
conclusion each made a report. These reports are 
to form the subject of four independent written 
versions, which, after condensation, will be sent to 
the firm visited. When a worth-while number of 
these are available, then a “ collective” report, dis- 
closing no names, of course, will be presented to the 
members of the Association. 

Reflecting upon this initial visit, we have reached 
a number of conclusions, outstanding amongst 
which is confirmation of the adage that “ two heads 
are better than one.” Most people have “ bees in 
the bonnet,” but where a_ small body of 
people who are normally intelligent is in- 
volved, exotic notions find but little favour, 
and “brass tacks” chase out the “bees.” 
For instance, our particular job is to consider 
“amenities,” a field where extravagance can out- 
distance the realities of the situation. Thus, the 
financial member of the panel would call atten- 
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tion to the cost in relation to turnover, and the 
person worrying about plant and layout would make 
reference to existing building difficulties, and so on. 
Then, with four people, plus a chairman, plus the 
management of the concern visited, it becomes 
apparent how very wide is the field of knowledge 
available! Each member was able to make a 
worth-while contribution, and it was obvious that 
the directors were enthusiastic as to the outcome. 
No doubt, difficulties will be encountered in tender- 
ing advice to the smallest concerns, where but little 
money is available for innovations, yet we are 
convinced that the very fact that they can be made 
to realise’ that their colleagues from the larger 
concerns are interested in their welfare will be pro- 
ductive of much good. 

Other manufacturers’ associations are wisely 
taking up this notion, and we have deemed it per- 
tinent to outline the procedure and some early im- 
pressions with the object of disclosing a system 
which shows every promise of being extremely help- 
ful. A further suggestion which we think can use- 
fully be made is that, in the case of the smaller 
concerns, the employees should be advised of the 
visit in order to minimise the .chance of any idle 
gossip being engendered amongst them as to the 
possibility of a change in management. Moreover, 
this action will aid co-operation. We feel that it is 
not premature to state, after participating in the 
initial venture, that every founder would benefit by 
some sort of “vetting” by colleagues. After all, 
myopia is not apparent to the sufferer in its earlier 
Stages. 


Contents 


It Works!, 131.—Institute of Vitreous Enamellers, 132.— 
Electricaily-Welded _ Mild-steel Chain, 132.—Forthcoming 
Events, 132.—Cores, Core Making and Core Making Materials, 
133.—Bosk Reviews, 138.—New Catalogues, 138.—House Organs, 
138.—Calender Rolls, 139.—The World’s Smallest Cupola, 140. 
Priming Paint for Light Alloys, 140.—Publications Received, 
140.—British Engineering Products in Canada, 141.—Increases 
of Capital, 141—News in Brief, 142.—Oil C.nsumer’s Council, 
143.—Steelworks’ Good Start to Year, 143.—Sccttish Regional 
Advisory Councils for Technical Education, 143.—British Bast 
Furnaces in the December Quarter, 1948., 144 and 145.—Fewer 
Industrial Disputes, 144.—Ministry of Supply Estimates, 145.— 
Obituary, 146.—Steel Bill. Exemptions, 146.—Personal, 148.— 
Changes of Name, 148.—Company News. 150.—Raw Material 
Markets, 152 

D2 











132 


Institute of Vitreous Enamellers 


Southern Section 

The annual general meeting of the Southern Section 
of the Institute of Vitreous Enamellers was held last 
week at the Charing Cross Hotel; owing to the continued 
absence due to ill-health of Mr. J. T. Gray, the chair 
was taken by Mr. C. P. Stone. In the business section 
of the meeting, Mr. A. B: Kent was elected chairman 
for the coming session and Mr. H. McNair vice-chair- 
man. The ex-officio members of the Council, Mr. B. B. 
Kent and. Mr. J. H. Kent, were re-elected. 

The business of the evening having been completed, 
Mr. A. B. Kent took the chair and members (who num- 
bered about 40) heard Mr. S. Hallsworth give his Paper 
on “The Drying of Enamel Coatings.” The Paper, 
which was illustrated by slides, contained a wide sur- 
vey of methods of drying from the earliest to the most 
recent times and enumerated the advantages or limi- 
tations of each. In the lively and extended discussion 
which followed, considerable interest was focused 
upon infra-red drying by gas-heated panels in the roof 
of a tunnel oven. This method, it was postulated, 
would be very suitable for treating cast-iron ware be- 
cause the slight penetration of infra-red rays led first 
to drying of the body of the coating instead of the 
skin—a mechanism of drying peculiarly suited to cast- 
iron enamels. 


Electrically-welded Mild-steel 
Chain 


During recent years there has been considerable de- 
velopment in the manufacture of electrically welded 
chain which is now in extensive use. In consequence, 
B.S.590 (first published in 1935) has been revised and 
amended in the present issue. The 1935 edition in- 
cluded two qualities, “ standard” and “ special,” differ- 
ing in test load but rated at the same working load. 
The present 1949 edition deals only with one quality, 
equivaient to the previous “ standard.” A further 
British Standard is in course of preparation for electric- 
ally welded chain of higher tensile. The maximum 
size, previously 43 in., has now been increased to 14 in., 
and the wire gauge sizes for chain under ;& in. are 
more nearly exact. In place of a minimum extension 
under a pre-determined test load without fracture, a 
minimum energy absorption factor (the product of 
breaking load in tons and elongation in inches) has 
been substituted. 

In the foreword, with a view to ultimate standardisa- 
tion of pitched chain, it is recommended that, wherever 
possible, purchasers should adopt one standard out- 
side length of link of five times the nominal diameter 
of the steel from which the link is made. The fore- 
word also recommends users to take all possible steps 
to ensure the ready identification of mild-steel chain 
and to keep it separate from wrought-iron chain as 
periodical heat-treatment (necessary in the case of 
= chain) should be avoided for mild-steel 
chain. 

Copies of this standard may be obtained from: the 
British Standards Institution, Sales Department, 24, 
Victoria Street, London, S.W.1, price 2s. 6d., post free. 
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Forthcoming Events 


(Secretaries are invited to send in notices of meetings, etc, 
for inclusion in this column.) 


FEBRUARY 21 
Institution of Production Engineers. 

North-Eastern Section :—‘ Air-operated Fixtures,” by N. P 

Watts, at Neville Hall, Newcastle-upon-Tyne, at 6:30 p.m, 
FEBRUARY 22. 

Luton Section :—‘ One Aspect of Sand Casting,” 

Gardom, at the Town Hall, Luton, at 7 p.m. 
Institute of British Foundrymen. 

London Branch :—“ Art Foundry Practice,” by A. R. Wizard, 
at the Gaumont British private theatre, G.B. House. 
142/150, Wardour Street, London, W.1, at 7.30 p.m, 

FEBRUARY 23. 
North-Western Fuel Luncheon Club. 

“A Publisher looks at Fuel Economy Progress,” by 
Troup. M.1I.Mech.E., at the Engineers’ Club, 17, 
Square, Manchester, 2, at 12 noon for 12.45 p.m. 

Institute of British Foundrymen. 

Birmingham Branch :—‘ Monumental Statuary Castings,” by 
A. R. Wizard, at the James Watt Memorial Institute, 
Great Charles Street, Birmingham, at 7.0 p.m. 

The Association of Bronze and Brass Founders. 

London Area:—Informal Meeting of Members at the 
Clarendon Restaurant, Hammersmith, at 1 p.m. 

FEBRUARY 24. 
Institution of Works Managers. 

London Branch :—‘ Statistical Methods and Producticn,” by 
B Dudding, at 6.45 p.m., at the Waldorf Hotel, Ald- 
wych, London, W.C.2. 

The Institute of British Foundrymen. 

Middlesbrough Branch :—Visit te Thomas Summerson and 
Sons, Darlington. Details from the Secretary. 

Institution of Chemical Engineers. 

“ Materials of Construction for Use at Low Temperatures,” 
by E. W. Colbeck, at the Apartments of the Geological 
Society, Burlington House, Piccadilly, London, W.1, at 


5.30 p.m 
FEBRUARY 25. 


Manchester Association of Engineers. 
“ High-Pressure Testing Equipment,” by G. A. J. Begg, 
B.Sc.(Tech.), M.I.Mech.E., at the Engineers’ Club, 17, 
Albert Square, Manchester, at 6.45 p.m. 
Institution of Mechanical Engineers 
Discussion on Crankshaft Damping, hy Dr. P. Draminsky., of 
Copenhagen, at 6 p.m., at Storey’s Gate, St. James’s Park, 


London, S.W.1 
FEBRUARY 26. 
Institute of British Foundrymen. 


by J. W 


J. D. 
Albert 


East 


Midlands Branch :—‘‘ Youndry Costing,’ by T. Lee. 
—— to be read by D. J. Ciose, ot Leicester College, 
at p.m. 


THE QUARTERLY JOURNAL AND REPORT of the Amal- 
gamated Union of Foundry Workers in its obituary 
notices records the deaths of a total of seven members 
whose average age was 83, all of whom had long 
records as trade unionists. 


“Cast IRON AND THE MACHINIST” was the title of a 
Paper presented in London recently to the Graduates’ 
Section of the Institution of Mechanical Engineers by 
Mr. E. Hunter, head of the Foundry Equipment 
Division of Incandescent Heat Company, Limited. The 
Author, who supplemented his remarks with lantern 
Slides and a film, dealt with the subject under three 
headings—machining operations, types of cast iron, and 
applications of cast irons to various service conditions. 
In the course of a considerable discussion, opened by 
Mr. A. R. Parkes, a number of questions both of. a 
general and a specific nature, were ably dealt with by 
the lecturer. 
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By J. G. Gilbert 


Introduction 

After completing this Paper on cores, core-making 
and core-making materials, it was found that the title 
should perhaps have been more closely linked to the 
use Of oil-sand cores in the foundry. Oil-sand or 
“patent” sand is mot new, but it is felt that it is a 
material or group of materials which has not been 
fully exploited, and the field of application and possi- 
bities could be greatly extended. 

The statements made are based upon practical ex- 
perience, and whilst there are, no doubt, other -methods 
of doing the same jobs, it can be averred that the 
methods described have given and will give, highly 
satisfactory results with a minimum of trouble and at 
a reasonable cost. The production of castings suitable 
for any particular purpose is not the job of any one 
person or group of persons; a perfect mould will not 
produce good castings if imperfect cores be used, and 
neither cores nor moulds can be made from unsuitable 
pattern equipment. 


Core Box: Design and General Considerations 
The design of a core box, to a coremaker, is a very 
important and sometimes annoying matter, for upon 
its construction rests the decision whether the core 
should be made in loam or _ oil-sand; assuming, of 
course, that the cores being made are for a job which 
could safely be made in oil-sand. For example, if 
full boxes are supplied, there would be no hesitation 
in making the job in oil-sand; whereas, with skeleton 
or strickle boxes, it would most likely mean an alterna- 
tive method. This brings the subject back to the point 
so often mentioned—co-operation between the pattern 
shop and foundry, and so far as the Author is con- 
cerned he is glad to state that both departments recog- 
nise the importance of this co-operation, and great 
benefits have been gained from the discussions that 
take place between the two. From these discussions 
one or two points which have gone far towards the 
making of good castings can usefully be stressed :— 
(1) Extra taper allowance on coreprints; this gives 
greater ease and safety in closing; (2) more blocking 
out on patterns, and so eliminating drawbacks and 
the cutting of cores; (3) the use of metal core-boxes 
and patterns for repetition work, or for orders carry- 
ing a reasonable production. 


Types and Properties of Oil-sand 
When making castings varying in weight from 
ounces to three or four tons, it has not been found 
practicable to have one sand mixture to cover the 


‘A Paper read before the Newcastle-upon-Tyne Branch of 
wr Institute of British Foqundrymen, Mr. S. Unsworth pre- 
siding, 
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Detailed Procedures 
in a “mixed pro- 


duction ”’ 


Foundry 


range, therefore different types of oil-sand have been 
developed, each mixture being most suitable to its par- 
ticular class of work. 


The types of oil-sand suggested can be divided into 
four groups:—(1) For light and machine moulded 
castings; (2) for medium castings; (3) for heavy types 
of castings, and (4) for motor-cylinder castings. 

The mixtures for the above four groups are:— 


Per cent. 
I ionic once cupieeintovwekuaclintbabiabannes 72 
REE IND ccs cchnsacksheanipeececsscciens 20 
Proprietary cereal compound ................ 4 
PUNE, inKakcnchacceunaksaccucnsandsrassacesstineeses J 
SII L C055 cs vakcenaaankntnennceteanesabeen . 70 
MINNIS. :<.:50 ss cdacueteeebebessuaben onshokaeen 22 
Proprietary cereal compound ............... 3 
MME <cschua os sudbeonuesiuakpcancasababasenasnsncheubin 2.5 
IIE TID cs cuacuxeiinanseccesuacsbiapsesnoenets 1.5 
IIR, sas ckcndsaskauscacninsess <cscnnehaeiebeasen 1.0 
Cp F I ossis cdconscascxsusdascccsaceensans 75 
III fan can ninaknaiadouienctbesessnat 15 
Proprietary cereal compound ............... 4 
MES riahescakhantaencsdarpoanensiashisdeerssuhonte 2.5 
NED £5 ckddcsounieeannicin pas cixarerenebe 2.0 
IE sscnecvccs odanesindbnckensazeceankadzbacks 1.5 


*A local moulding sand. 





Fic. 1—CorRE-BOX FOR A BEDPLATE CORE. 
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Fic. 2.—BEDPLATE CORE OF THE HOLLOWED-OUT 
TYPE FRQM THE CORE-BOX SHOWN IN Fic. 1. 


When more than one grade of oil-sand is in use, 
control and supervision has to be very strict. The core- 
maker in charge should, to the best of his ability, 
train his men to know the advantages and limitations 
of each particular mixture, because a sand mixture 
that would give good results on one job, could be 
fatal if used on another. 

What then are the governing factors upon which to 
make a decision on the mixture to use? They are:— 
(1) the size of the casting; (2) the metal section in 
relation to core thickness; (3) the casting temperature, 
and (4) the type of metal. 

Working on these lines, all cores for small or thin 
sectioned castings will be made in mixture No. 1, 
because sound cores may be made very quickly owing 
to the ease with which this mixture can be workéd; 
the conditions are not at all severe, and when cast, 
the sand breaks down easily, thus aiding the cleaning 
of the castings. 

Heavy or thick-sectioned castings are made in 
mixture No. 3. This stands up to fairly thick sec- 
tions of metal, and high-duty irons, and the risk of 
metal impregnation is small if proper care be taken 
with the ramming and blacking of the cores. Ramming, 
by the way, has to be well done, owing to the 
natural bond and cereal binders in this mixture, which 
give it a very high green strength, and which makes 
it ideal for fairly tall cores, as no sagging takes 
place with this preparation. Bedplate cores measur- 
ing 2 ft. 10 in. square by 2 ft. 4 in. high, 
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such as are shown in Figs. 1 and 2, come out 
true to core-box sizes, when made with this sand. That 
illustrated is only a shell core with a 34 in. wall 
thickness, the base being smailer than the top, which 
makes it subject to sagging or collapse if inferior 
sands be used. This example makes a severe test 
for any type of sand. A substantial amount of work 
that is usually made in loam can be made with this 
mixture, draw-backs can be made and lifted in their 
green state; the core can be stripped immediately the 
box is filled, This is a great advantage over loam, 
which would have to stand until the next day to 
allow the core to stiffen. This waiting takes up floor 
space, and at times can cause inconvenience and con- 
gestion. 

For medium-size castings one naturally requires 
something between the two mixtures detailed and 
this is where mixture No. 2 is used. This again 
is a most reliable mixture; it is fairly easy to work, 
and gives good results if not called upon to bear too 
heavy a burden. It will not stand up te the effect of 
heavy sections of metal. 

Mixture No. 4, cylinder core sand, has no natural 
or cereal binders, consisting only of crystal sand, lin- 
seed oil and molasses. lt has a very low green 
strength, which makes it most suitable for the making 
of jacket cores (Fig. 3), as it yields well to the bedding- 
down of loose pieces of which there are many in 
cylinder-jacket core-boxes. 


Sand Preparation 
Oil-sand mixing technique is vital to good work 
and therefore calls for a reliable type of mixer. 
Various foundries will have their own ideas as to 
which mixers give the best service. From personal 





Fic. 3.—CorE-Box, CORES AND LOOSE PIECES FOR 
A CYLINDER JACKFT. 
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experience the author finds the Rotoil type of mixture 
the most suitable for his work. The mill, of cylin- 
drical shape, with ribs on the inside wall at about 
45 deg. to the base of the pan, has a plough in 
the centre which rubs the sand and compound against 
these ribs and so promotes a vigorous tumbling 
action, which thus delivers a thoroughly mixed sand. 
Each batch of sand must have added the correct 
proportion of ingredients, therefore all sand should 
be weighed and the binders should be either weighed 
or measured. To ensure this being done the mill 
operator has to be of a reliable type, capable of carry- 
ing out these requirements, if trouble-free sand is 
expected. When several different mixtures of sand 
have to be milled, it is a good policy to have each 
mixture clearly typed out and fixed on a board near 
the mill for reference and to assist the mil] man. 


Sand Control 
Samples of sand are taken daily and tested for 
permeability, green- and dry-strengths. Table I gives 
typical values for the four types mentioned. 


TABLE I.—Physiral Test Values for Four Core-sand Mixtures. 
pealliRia bi cnae CBee tities 


Permeability 
No. 











| Compression strength, 











Sand Lb. per sq. in. 
mixture. —_———K— | | —- = 
* Green.” “Dry.” | “ Green.” | “ Dry. 
No.1] aq 70 | 410 4-0 | 600 
No. 2 80 150 2.5 800 
No. 3 10 to 15 25to 30 | 4to6 | 500 
No. 4 | 180 to 190 | 250 to 300 0.25 | 1,200 





Grids and Tackle 

Most cores, with the exception of the smaller ones, 
have to be reinforced during the making, so as to allow 
them to be handled when dried, 
and maintain a true shape during 
the casting period. This is done by 
means of loose core irons, or cast- 
iron grids. The latter are cast in 
the foundry on a level sea-sand 
bed. The preparation of this bed 
is a most important factor in the 
making of tackle. It should at all 
times be free from scrap, and, dur- 
ing the making, be well packed 
down to make it firm at about 3 in. 
below the top level. This upper 3- 
in. space is filled with sand and left 
loose, and is used in this state to 
allow for the stamping in of the 
tackle. Some beds are on the floor 
level and others built or raised up; 
both serve the same purpose, but 
the one that is built up is the most 
convenient so far as the core-iron 
maker is concerned, because it per- 
mits him, while he is stamping and 
casting his tackle, to work in a 
more upright position. The shape 
of the grid is stamped in the bed, 
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made as already described. All sorts of re- 
quirements have to be borne in mind during the 
stamping, such as:—The thickness of the grid 
needed; the clearance to leave to allow for the 
contraction of the casting; the thickness and length 
of prods; the number and thickness of irons to be cast 
in; staples for the lifting of the core; the fixing of 
other grids if needed, and in some cases provision for 
the fixing of smaller cores into the core under con- 
struction. 

In some cores only one grid is required to meet all 
the demands, but in others two or more are needed, 
according to the shape and design. Where this happens, 
all lifting staples should, when it is possible, be cast in 
the bottom grid. This will mean that all the lifting 
will take place from the bottom of the core. All grids, 
where it can be arranged, should be made to go into 
the core print, but where others have to come into the 
core which forms the face of the casting, these should 
be toe-ed, and be well clear of the core face. This will 
reduce the risk of binding during the period of contrac- 
tion of the casting. At times, a casting has been lost 
because only one toe has been too near the face, caus- 
ing binding and a cracked casting. If toes be made at 
an angle of 45 deg. to the bar of the grid, and binding 
does happen to take place, there is more chance of the 
breaking of the toe and the saving of the casting than if 
the toes were at 90 deg. Some consideration should be 
given to the cleaning of the casting and, if any trouble 
in the removing of the grid from the casting be noticed, 
such as core prints being small in comparison to the 
thickness of grid needed, this should be corrected before 
proceeding further. 


Venting 
A very usual comment for a moulder to make when 





Fic. 4.—GENERAL VIEW OF THE CorE SHOP, SHOWING GIRL CORE-MAKERS 


AT WorK. 
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closing a mould containing oil-sand 
cores is that vents are not so im- 
portant as when loam cores are 
used. He will go to the limit with 
loam cores to make sure that all 
the vents are properly sealed and 
connected, whereas, with oil sand, 
nothing like the same precautions 
are taken. A personal belief is that 
this is entirely wrong, because, 
owing to the materials used in the 
preparation of oil sand, more gases 
are generated during the casting 
period and, therefore, the exit or 
vent from the core, through the 
print and mould to atmosphere, 
should be greater than for loam, to 
allow the gases to escape freely 
without being forced off under 
pressure. 

Various methods of venting are 
in general use, depending to some 
extent upon the type, shape and 
size of the particular core. Wax 
vents are used in thin sections to 
form passages for the escape of 
gas. Straw rope and ashes are 
used for heavier cores. Ashes are 
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Fic. 6.—TURN-OVER DEVICE EMBODIED IN A CONVEYOR FOR MAKING 
THE LARGER TYPES OF CORES. 





Fic. 5.—TypicaAL Group OF FINISHED CORES. 


considerably cheaper than oil sand, 
so it is therefore wise to make use 
of them to fill heavy core sections 
wherever possible, thus saving con- 
siderable quantities of sand and at 
the same time providing adequate 
venting. Half-cores, which have to 
be pasted together, require careful 
attention during the pasting, or it 
will be found that, although ade- 
quate vents were provided, they 
have become choked with paste. 


The Making of Cores 


The ease with which oil-sand 
cores can be rammed depends to 
some extent upon the mixture used. 
Cores for machine-moulded or 
other light castings, in general, re- 
quire very little ramming, owing to 
the flowability of the sand used for 
this work. Girls are well adapted 
for this sort of coremaking (Fig. 4), 
and, after a short period of train- 
ing, most of them can be relied 
upon to turn out a very satisfactory 
job. At Parsons Marine Turbine 
Works, girls have been employed 
for the last 10 years with very good 
results. The smaller cores made 
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by them, which can be turned 
gver and handled without any 
difficulty are made on _ benches 
set alongside a steel-band con- 
veyor which carries the finished 
cores to the Acme continuous 
stove. The larger of the cores 
shown in Fig. 5, which cannot be 
turned over by hand, are made 
on a conveyor, into which is fitted 
a turnover mechanism (Fig. 6), 
capable of taking core-boxes 4 ft. 
6 in. by 2 ft. 9 in. by 13 in, high. 
Cores are rammed up, a plate 1s 
placed over the core-vox, and 
plate and box are then passed into 
the turn-over cage and clamped 
in position by compressed-air 
cylinders. The job is rolled over 
(this operation the girls can do 
without any difficulty), it passes 
forward to a length of conveyor 
at the opposite end of the machine, 
the core-box is stripped off and the cores are placed on 
racks ready for stovjng. The racks can be placed at 
any convenient point for loading as they are moved 
about on a “Collis” truck. All medium-sized cores 
are made in the 75 per cent. sea sand and 22 per cent. 
Dursand mixture; this again being a sand that can be 
rammed without too much manual effort and which re- 
quires little reinforcement. 

It is important that all cores should collapse when 
contraction commences, but prior to this stage they 





Fic. 7.—Correp END-RING CASTING. 
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Fic. 8.—CoRES FOR THE END-RING CASTING SHOWN IN FIG. 7. 


must have sufficient strength to withstand the pressure 
and temperature to which they are subjected. For this 
reason, when considering the heavier castings, such as 
the cored end-ring, shown in Figs. 7 and 8, or bed- 
plates, etc., all oil-sand cores for these jobs must be 
made with a stronger type of sand containing a fairly 
high percentage of clay bond, the purpose of which is 
to provide this extra resistance to pressure and tempe- 
rature. With this type of sand, if good, sound, cores 
with a uniform density are expected, ramming has to 
be carefully done, and sand should 
be fed into the core-vox in small 
batches, each batch being well 
rammed. If too much sand be 
p.aced in before each ramming, it 
will be very difficult for the 
rammer to reach the bottom of 
the batch, and the result will be 
soft patches in the finished core. 


(To be continued.) 


THE CONDITIONS of entry for the 
£100 B.O.C. welding prize are now 
available from the British Weld- 
ing Research Association, 29, Park 
Crescent, London, W.1. 


THE ANNUAL CONGRESS of the 
American Foundrymen’s Society 
will this year be held at St. Louis 
from May 2 to 5. The Charles 
Edgar Hoyt lecture for 1949 will be 
entitled “Composite Structures 
Utilising Steel Castings and Weld- 
ing Methods,” and will be pre- 
sented by M. J. H. Hall on May 4. 








Book Reviews 


A Practical Application of Standard Costs, by F. R. 
Goodey. Published by Emmott & Company, 
Limited, 31, King Street West, Manchester, 3. 
Price 2s. 6d. net. 


It is not every type of factory that lends itself to 
the operation of “standard costs,” but where they 
are applicable they undoubtedly form a sane and worth- 
while method. The author of this little book has 
successfully managed to compress the system he 
advocates into 50-odd pages and probably its presenta- 
tion has gained thereby. The application he has 
detailed is for an engineering works engaged on mass 
production. Herein lies the special value of the 
booklet, because there are many factories of this type, 
and the staff of such enterprises will gain much from 
perusal of the methods cited. 


F.B.I. Register of British Manufacturers, 1948/9 
(21st Edition). Published for the Federation of 
British Industries by Iliffe & Sons, Limited, 
Dorset House, Stamford Street, London, S.E.1. 
Price £2 2s, Od. 


This well-bound book is a comprehensive register of 
all the members of the F.B.I. so arranged that their 
productions are classified, as well as their addresses. 
In addition, there is a list of Associations, but 
apparently their members are not de facto included. 
The advertisement section is particularly pleasing and 
more interesting than usual because of the diversity of 
products covered. Use has been made of three 
languages, English, French and Spanish, but this has 
not been extended to cover the products and services 
listed. The five sections included are separated by 
projecting tabs for easy reference. Sections 4 and 5, 
list brands, trade names and trade marks. The reviewer 
feels sure that overseas buyers will value this register 
very highly as a reliable source of British commercial 
information. 


The Transactions of the Manchester Association of 
Engineers for Session 1947-48. Edited by T. 
Makemson, M.B.E. Published by the Associa- 
tion from 20, Booth Street, Manchester, 2. Price 
on application. 

This is probably the last of the Transactions to 
be edited by Mr. T. Makemson. The high standard 
he has set will indeed be difficult to maintain. There 
are perhaps fewer Papers of interest to foundrymen 
than has been the case in recent years, but there is one 
of outstanding merit. This is on “‘ Developments in 
Shot Blasting,” by Mr. R. Ankers. It is the most 
comprehensive contribution to the subject published 
recently. The star lecture of the year was on the 
“Researches Now in Progress at the Cavendish 
Laboratory,” by Sir Lawrence Bragg. The reviewer 
believes that to obtain the best appreciation of Sir 
Lawrence’s work, one should listen and not read. 
Other papers deal with variable-speed drives; -elec- 
tronics; fuel efficiency; hard metals; oil refining and 
wire drawing. A very wide and interesting field has 
been covered. 

wie, 
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New Catalogues 

Pre-fabricated Aluminium Alloy Buildings,  Stryc. 
tural & Mechanical Development Engineers, Limited, 
2, Buckingham Avenue, Slough, Bucks, have issued 
an eight-page pamphlet which describes and illustrates 
a range of “ Alframe,” ‘“ ready-to-erect,” aluminium. 
alloy buildings. What these buildings lack in beauty, 
they certainly make up for in speed of erection, as 
is shown by one illustration. Herein is depicted quite 
a sizeable bay, which was put together by six men in 
less than fifteen minutes. 

Core Binders. The Fordath Engineering Company, 
Limited, of Hamblet Works, Albion Road. West 
Bromwich, have used a four-page leaflet to detail the 
properties of a new line of synthetic-resin tyne core 
compound. The range is to be known as “ Resyp.” 
The leaflet tells of the experimental background, details 
the mechanical properties of resulting cores, gives 
information as to the mixing and baking (including 
di-electric baking), and includes notes on fumes, surface 
finish, costs and storage. The leaflet is in every way 
what it sets out to be—an instruction leaflet—and pre- 
sents the material in a neat and orderly fashion. 

Malleable Iron Castings. Hale & Hale (Tipton), 
Limited, Dudley Port, Staffs, have sent us two leaflets. 
In the first, use has been made of the superimposition 
of a typical malleable casting upon a pictorial back- 
ground (carried out in light blue), of the industry it 
serves. The six industries chosen have been electrical, 
agricultural, heavy transport, tractors, railways and 
mining. The choice of illustration is in each case 
excellent. ° 

The second leaflet details the new B.S.I. specifica- 
tion No. 3101479 for black-heart malleable and stresses 
that those quoted are minimum figures which have to 
be exceeded. lr will certainly help to publicise the 
increased tensile properties now to be associated with 
this metal. 


House Organ 
S. & W. Magazine for February. Published by Smith 
& Wellstood, Limited, of Bonnybridge, Scotland. 

This issue reports the acquisition of a mobile stack- 
ing machine for servicing the new mechanised foundry. 
It can elevate loads of 4,000 lb. to a height of nine 
feet. The balance of this issue is devoted to matters 
of internal interest. 


Correction 

In the “ Forthcoming Everits” in last week’s issue 
the programmes for the March meetings of the Sheffield 
and Bristol branches and the Falkirk section of the 
Institute of British Foundrymen were quoted instead of 
those for the equivalent dates in February. The meet- 
ing of the Falkirk section on February 18 will be 
devoted to a “Surprise Item,” and that of the Bristol 
branch on February 19 to a paper by Mr. S. L, Finch 
on “Steel Castings.” The Sheffield branch on Feb- 


ruary 14 heard a paper on “ Automatic Coupler Cast- 
ings,” by Mr. J. H. Pearce and Mr. G. D. Whitehouse. 
We apologise for any inconvenience which may have 
been caused to members, lecturers and organisers. 
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Calender Rolls 


In a Paper on “ Paper Making Machines, Some Essen- 
tials in their Design, Construction and Operation,” by 
Mr. G. H. SHELDON, read before the Manchester Asso- 
ciation of Engineers, the following information on 
calender rolls was given: — ; ; 

These rolls are constructed from chilled iron cast- 
ings, the characteristics of which are little known by 
the layman or, in fact, by many engineers. The com- 
position of the metal is important and, for this reason, 
the charge to the cupola is made up partly of scrap 
from previous casts (analysis is so closely controlled 
that no outside scrap is used) and partly from care- 
fully selected brands of pig iron calculated to give 
the exact analysis required for the particular type and 
size of roll. A typical composition reads: C, 3.7; 
Si, 0.55; S, 0.08; Mn, 0.5; P, 0.5 per cent. The com- 
position of the metal is carefully controlled to ensure 
uniformity of chill and hardness which is of such prime 
importance. The depth of chill can be largely deter- 
mined by accurate adjustment of the metal mixing. 

In cross section a chilled iron roll is in three 
graduations: —(1) An outer white chill layer; (2) a 
secondary grey and white mottled layer, and (3) the 
central grey-iron core. The strength of the roll lies 
largely in the grey-iron core, and the body design 
must be such that this section of the roll is strong 
enough for its required purpose. Chill castings differ 
considerably from usual grey-iron castings as produced 
by normal foundry practice. The rolls are cast in a 
vertical position and the mould is in three sections, 
viz.:—(1) The lower drag box (sand lined to form the 
lower journal); (2) the main iron mould box, and (3) 
the top box (sand lined to form the top journal). 


Casting Characteristics and Machining 

The molten iron enters the lower drag box (bottom 
sand-lined journal end) tangentially, flows upward and 
through the iron body mould into the sand-lined 
journai box and overflows to a spill pig bed, which 
reduces the possibility of slag or impurities remaining 
in the mould or finished casting. Chilling occurs as 
the liquid metal cools against the side of the iron 
mould. The journals being cast in sand-lined moulds 
retain the usual characteristics of natural grey-iron 
castings. The metal mould is one factor only in 
determining the depth and degree of chill, other equally 
important factors are:—(1) Composition and consti- 
tution of the charge; (2) the quality of the coke used 
and its composition; (3) the air volume and pressure at 
the furnace tuyeres, and (4) the temperature of the melt. 

Hardness is tested on the ‘“ Scleroscope” hardness 
testing machine (i.e., drop and rebound of a diamond 
hammer), alternatively the Brinell method can be used. 
Figures obtained and used in the paper industry 
register: —Roll bodies: Scleros 70/72 deg. Brinell 
(10 mm. ball) 510/520, and roll journals: Scleroscope 
32/36 deg. Brinell (10 mm. ball) 235/260. The roll 
bodies are turned on very slow-running, powerful lathes 
using tungsten carbide tools. Outting speeds even 
under these conditions rarely exceed 25 feet per minute, 
The roll bodies are buffed and polished in grinding 
machines, and since rolls are in sizes up to 36 in. 
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diameter by 310 in. long on the face and weigh up 
to 43 tons when completely machined, it will be appre- 
ciated that heavy and accurate roll-buffing machines 
are called for. 


Camber and Roll Finish 

The rolls are stacked and have to pass a “ light” test, 
which is no mean feat when a stack can weigh up to, 
say, 135 tons. To ensure accurate nip joints, the 
bottom roll is cambered and sometimes the top roll 
as well, particularly if it be loaded externally on its 
journals. The camber in bottom calender rolls varies 
from very little to a maximum of, say, 0.09 of an 
inch on the diameter. In the course of working, the 
rolls acquire some extra degrees of apparent hardness 
through the polishing action of the paper. This would 
seem to be due to the formation of a kind of metallic 
skin which fills up the boundaries of the microscopic 
metal crystals making up the surface of the roll. When 
the rolls are new and unworked, before the formation 
of this skin they are exceedingly sensitive to moisture 
and, unless they are constantly protected by a suitable 
coating, the surface is apt to be pitted with small rust 
marks. Should this happen, the only remedy is to re- 
grind the roll, taking care that all traces of rust are 
completely removed. This is an expensive and exact- 
ing process and should be avoided at all costs. 


Effect of Dust on Corrosion 

A recent Paper* on the corrosion of ferrous metals 
Sstates:—“ The influence of dust on atmospheric 
corrosion processes has been well illustrated by the 
work of Dr. Vernon, who exposed specimens of iron 
to indoor atmospheres, a number of the specimens 
being protected by muslin screens. The screened speci- 
mens remained unattacked, whilst the unprotected speci- 
mens rusted appreciably. Furthermore, a specimen 
which had been exposed to the atmosphere for eleven 
months behind a muslin screen was then exposed in 
the ordinary way at the same time as the freshly pre- 
pared specimen. The one which had been protected 
rusted at a much slower rate than the freshly prepared 
one, presumably due to the formation of a protective 
oxide film during the exposure under the muslin.” 
The above-mentioned observations do not appear to be 
without significance. 








** The Corrosion of Ferrous Metals,” by W. Westwood, 
B.Sc., and R. I. Higgins, B.Sc., presented to the Technical 
Section of the Paper Makers’ Association, October, 1948. 

AT A PRESENTATION DINNER of the West Riding Iron- 
founders’ Association, held at the Midland Hotel, Brad- 
ford, on February 11, Mr. W. G. Thornton, the Presi- 
dent (a past-President of the West Riding of Yorkshire 
Branch of the Institute of British Foundrymen), pre- 
sented an inscribed silver salver to Mr. J. Dean, the 
retiring president, as a token of appreciation from the 
members for his two years’ service in that capacity. 
The toast of “ The Association” was ably voiced by 
Mr. A. S. Worcester and that of “ Our Guests” by Mr. 
H. Forrest (both proposers also being past-Presidents 
of the W.R.LB.F.). The former was replied to by 
Councillor W. Wallinson and the latter by Mr. W. 
Speakes, of Huddersfield. 
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The World’s Smallest Cupola 


We are always a little scared to print headlines con- 
taining the words “ British ” or world’s “ largest” or 
“smallest” this or that, but in this case we feel reason- 
ably sure we are on safe ground. A full description 
of this midget apparatus appeared in “ Pig Iron Rough 
Notes,” published by the Sloss-Sheffield Steel & Iron 
Company of Birmingham, Alabama. It was designed 
by Dr. F. C. Barbour, chief chemist, and Mr. W. M. 
Spradlin of the McWane Cast Iron Pipe Company, 
located in the same city. What follows is reprinted from 
“ Pig Iron Rough Notes.” 


This midget cupola was built to study the effect of the 
various elements in iron upon iron’s ability to absorb 
carbon. Surprisingly enough, it was found to operate 
in a manner comparable with a much larger cupola, 
when the size of the iron, coke and flux charges, and 
the blast were reduced to proportionate amounts to 
correspond to its cross-sectional area. 


Charges are made up of one-half pound of iron, one 
ounce of coke and 7 grammes (4 02.) limestone. This, 
of course, is an iron-to-coke ratio of eight to one, which 
produces good hot iron at the spout. The iron is 
broken into small pieces, although solid pieces weigh- 
ing as much as two pounds have easily been melted, 
and several steel charges have been successfully melted. 
The charges being only one-half pound permits the 
opportunity, if desired, of having a large number of 
charges of identical analyses, since sufficient iron may 
be obtained from one piece of scrap. 

The blast is supplied through a rubber tube connected 
to the wind box from a compressed-air supply; the blast 
pressure being controlled by a U-tube manometer. Air 
passes from the wind box through six 74-in. dia. round 
tuyeres into the cupola three inches above the tap hole. 


The operation is by intermittent tapping, of about 
two pounds of iron per tap, and the slag is drawn off 
through a slag-hole at the rear located one and one- 
half inches below the tuyeres. The cupola is placed on 
a 10-in. by 12-in. firebrick block, the sand bottom is 
rammed in, the bed coke is ignited by placing a bunsen 
burner at the tap hole until the coke starts burning, 
then the air is turned on. After the melt, the cupola is 
tilted to one side and cleaned out. 


A summary of the dimensions of this embryo cupola 
is:—Shell, 5} in.; height, 18 in.; inside diameter, 3 in.; 
six tuyeres 7% in.; (dia. each), slag-hole, 14 in. below 
tuyeres; bed height, 3 in. above tuyeres; tuyeres to tap 
hole, 3 in.; coke size, + in. down; fluxing stone, } in. 
down. The melting rate is approximately 0.03 ton 
(6.7 lb.) per hr., which yields 9.9 Ib. per sq. in. of cross- 
sectional area per hr.—not bad for a baby! 





ACCORDING TO THE “Iron Age,” some processing 
equipment of Du Ponts’ celanese plant in Bishop, 
Texas, built of stainless steel two years ago, is falling 
apart. The company is considering replacing the cor- 
roded-out stainless parts with aluminium bronze.” 
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Priming Paint for Light Alloys 


The following conclusions were drawn by Dr. J. G. 
RiGG and Mr. E. W. SKERREY in a Paper which they pre- 
sented to the Institute of Metals. 

The results show conclusively that red-lead primers 
are unsuitable for light metals. The red lead has 
accelerated the corrosion of these metals, possibly by 
the deposition of metallic lead to form local couples 
which initiate corrosion of the more anodic light metals. 
The more anodic magnesium alloys show this effect 
more markedly than the other metals under test and 
suffer corrosion from this cause even in the rural atmo- 
sphere. The effect of the red Jead becomes more 
marked as the corrosion conditions become more severe 
and as the purity of the base metal is lowered. 

No acceleration of corrosion by painting has been 
observed with any of the other paint systems and, in 
fact, iron oxide has considerable merit as a priming 
pigment on light metals and is providing useful protec- 
tion even in the more severe saline atmospheres. 

The chromates appear to be the most successful 
primers for general use on all the light metals included 
in these tests, and, so far, corrosion has not been more 
than slight with either of the chromates, whether tested 
with or without top coats, on any of the metals, under 
the whole range of atmospheric conditions. The general 
conclusions with respect to the materials tested are, 
therefore, that:—(1) Red-lead primers should not be 
used on light alloys; (2) both iron-oxide and zinc- 
chromate primers provide useful protection on both 
light alloys and steel; and (3) there is some indication 
that zinc chromates are superior to iron oxide on light 
alloys, but more prolonged exposure will be required 
to confirm this. 


Publications Received 


Fire Protection Notes for Storage Buildings. Pub- 
lished by the Fire Officers’ Committee, Fire Pro- 
tection Association. 84, Queen Street, London, 
E.C.4. Gratis on application. 

The reviewer suggests that every foundry possessing 

a pattern stores should procure a copy of this eight- 

page booklet and carefully study its contents. It is 

an excellent publication and may save those endless 
worries consequent upon losses from fires. ‘ 


D. L., Ilustrated. Published by Dorman Long & Com- 
pany, Limited, Middlesbrough. 

If it can be presumed that this brochure has been 
produced for distribution to the staff of the company 
and its subsidiaries, then an excellent job has been 
done. In such large-scale organisations as Dorman 
Long’s it is desirable periodically to inform the em- 
ployees of the nature and size of the concern for 
which they work. Excellent use of colour and illus- 
tration has been made and the inclusion of a series of 
photographs of men who have made progress in the 
firm’s employ is an excellent feature. The cover is 
particularly pleasing, resembling, as it does, a section 
of a royal coat of arms. The reviewer congratulates 
those responsible for such a creditable piece of work. 
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British Engineering Products in 
Canada 
Views of United Kingdom Mission 


The importance of developing the Canadian market 
for British engineering and other products is generally 
recognised, and to this end an engineering mission was 
appointed by the Government in July, 1948, under the 
leadership of Mr. (now Sir) Harry Gilpin, an engineer- 
ing industrialist of wide Canadian experience. The 
object of the mission was to investigate market possi- 
bilities, mainly for the heavier types of industrial engi- 
neering equipment, to obtain first-hand information on 
any difficulties in regard to trade with Canada in the 
engineering industry, and to advise on the most suit- 
able methods to adopt to secure a greater volume of 
exports from this country. The mission has now com- 
pleted its report, which was published last week by 
H.M. Stationery Office (price Is.). 

In connection with electrical engineering equipment, 
the mission points out that Canada herself manufac- 
tures electrical and allied equipment on a considerable 
and growing scale, and the market possibilities for 
United Kingdom nfanufactures vary widely according 
to the product. Some offer excellent prospects, subject 
to prices and deliveries being competitive and to reason- 
able service facilities being available. It is no exaggera- 
tion to say that the opportunities over the next five to 
15 years are almost limitless. 

The mission recalls that during and since the war 
the steel industry in Canada has undertaken large ex- 
tensions, particularly in the direction of making a 
widened range of products and, at Hamilton, a large 
continuous-strip mill recently was started. Undoubt- 
edly, it says, the next phase of development will be 
the expansion of blast-furnace capacity, additional coke 
ovens and steel-melting furnaces, and there is an imme- 
diate demand for machines to manufacture the smaller 
steel products, such as wood screws, nails, wire, etc. For 
these, U.K. makers have a high reputation, and are 
recommended to keep in touch with the Canadian steel 
industry. Wide use is made of American designs and 
consulting services, but U.K. manufacturers of iron and 
stee] plant should have no difficulty in understanding the 
requirements of this industry so far as the manufacture 
of primary iron and steel is concerned. 


Quality and Price 

In a section advising what the exporter must do, the 
mission states, with regard to quality, that United King- 
dom engineering equipment earned a high reputation 
in Canada when it was first in the field; this reputa- 
tion has never forsaken it, and has been enhanced by 
the quality of the small amount of equipment that has 
been exported to Canada since the war. There is no 
reason for complacency, for the Canadian is one of 
the most discriminating buyers in the world, and, if the 
United Kingdom is to secure more business, he must 
be satisfied that the equipment offered has performance 
equal to, or better than, competitive equipment. When 
business is secured, this supply must be fully up to 
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specification, of perfect workmanship and of good 
appearance. 

While it is invidious to generalise about price levels, 
states the mission, it is satisfied that over a wide range 
of engineering products the prices now being quoted to 
Canada are competitive. The mission investigated 
many complaints that had been made that U.K. prices 
were higher than foreign; but frequently found that 
competitors’ old prices were being compared with cur- 
rent U.K. prices, that the latter included ancillary items, 
whereas the former did not, or that some other factor 
had been left out of calculation. It is, the mission says, 
unwise to be dogmatic on such a question, but the 
general impression remained that, for all but mass- 
produced equipment, the U.K. manufacturer has little 
to fear from foreign competition in the Canadian 
market, so far as prices are concerned. Special care, 
however, needs to be exercised to see that the cost of 
packing is kept low and that freight and other charges 
are not over-estimated. It should be noted that some 
foreign competitors are no longer including price-adjust- 
ment clauses in their tenders and it is, therefore, clear 
that, wherever possible, United Kingdom manufac- 
turers should qg:ote fixed prices. When prices are 
quoted direct to users, they must include all charges to 
destination; when submitted through agents, the prin- 
cipals should ensure that the agents provide the cus- 
tomer with prices delivered to destination. 

Regarding engineering standards and designs, the 
mission emphasises that, while the perennial criticism 
that U.K. manufacturers adopt a “ take-it-or-leave-it ” 
attitude is ill-founded, the Canadian market is a 
buyers’ market and U.K. manufacturers must adapt 
themselves to Canadian requirements and specifications 
based, as they sometimes are, on United States technical 
and dimensional standards and “eye appeal.” The 
mission investigated in some detail the question of engi- 
neering standards adopted in Canada, found the diffi- 
culties to be less than expected, and is circulating par- 
ticulars to the relevant trade associations. 





Increases of Capital 


Details of increased capital have been announced by 
the following companies:— 


KiMBELL (ENGINEERS), LIMITED, Northampton, _in- 
ey hy £4,000 in £1 shares, beyond the registered capital 
0 ,000. 

SHEPPARDS’ (COAL & METALS), Limited, Coventry, 
increased by £3,000 in £1 ordinary shares, beyond the regis- 
tered capital of £500. 

RICHMONDS (LONDON), LIMITED, engineers, founders, 
etc., increased by £22, a. _ a 5s. ordinary shares, beyond 
the registered capital o 

KINGS HEATH ENGINEERING COMPANY, LIMITED, 
Kings Heath, Birmingham, increased by £4,500 in £1 shares, 
beyond the aropistere capital of £500 

ISTEED & REID, LIMITED, heating and sanitary engin- 
eers, etc., of Rochester, increased by £4,000, in £1 ordinary 
shares, beyond ty re tered sovite of £3,000. 

GRIF ASSOCIAT LIMITED, dealers in metals, 
Mii ye of Coelen n, 7 we increased py Pa in 1s. 
deferred shares, parent the registered ne fee of 

“ALRECO” THE ALMEX RECO & HEFINING 

COMPANY, LIMITED" London, W.C.2, increased by £25,000 

in £1 ordinary shares, beyond the registered capital of £5,000. 
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News in Brief 


MANSFIELD CORPORATION has approved plans for the 
enlargement of the foundry of James Maude & Com- 
pany, Limited. 

FLeExtpox, LIMITED, mechanical engineers, has moved 
to new works and offices in Nash Road, Trafford 
Park, Manchester, 17. 

Davip Brown & Sons (HUDDERSFIELD), LIMITED, has 
more than 100 full-time and several part-time women 
workers at its foundry at Penistone. 

WILLIAM GRAY & COMPANY, LIMITED, West Hartle- 
pool, has 24 ships on order totalling 130,000 tons. 
These are valued at from £200,000 to £550.000 each. 

NEaRLy 10,000 copies of the catalogue of the British 
Industries Fair, which is to be held from May 2 to 13, 
have already been despatched for the use of trade buyers 
throughout the world. 

THE NorTH East Coast SHIP REPAIRERS’ ASSOCIA- 
TION reaches its jubilee on February 21. The event is 
to be celebrated by a dinner at the Royal Station Hotel, 
Newcastle-upon-Tyne, on March 3. Admiral Lord 
Fraser will be the principal guest. 

If IS ANNOUNCED that the English Steel Corporation, 
Limited, has secured an order for £150,000 in face of 
American competition. A quick decision, it is stated, 
was necessary to get the business and this was possible 
under the present control of the industry. 

Pye TELECOMMUNICATIONS, LIMITED, Cambridge, has 
received an order from the Netherlands Government for 
mobile radio-telephone equipment to the value of 
£10,000. Part of the order, which comprises 10 base 
Stations and 90 mobile installations, has already been 
delivered. 

THE METALS Division of Imperial Chemical Indus- 
tries, Limited, has received an order from the Govern- 
ment of Israel for the minting and supply of a con- 
siderable quantity of coins bearing designs based on 
the ancient Jewish currency. This is the first contract 
— by the Government of Israel with any British 

rm. 

IN THE LAST THREE YEARS Britain’s heavy safe manu- 
facturing industry has exported more than 55 per cent., 
or £605,511 worth of heavy security products, of an 
overall production of £1,092,878, announces the Minis- 
try of Supply. In 1948, the best export year in the 
industry’s history, six of the main firms sent abroad 
approximately £340,000 worth of heavy safe products, 
or over 68.7 per cent. of a total output of nearly 
£450,000. 

SCOTTISH CABLES, LIMITED, has given further con- 
sideration to its proposal to end the company’s financial 
year on March 31 instead of April 30, and has decided 
that it would not be in the interests of the company 
to effect the change at the present time. It has con- 
sequently resolved to defer making any alteration until 
-a later date and the financial year will therefore ter- 
minate on April 30, 1949, thus making it a full 12 
months’ period as formerly. 

Messta S.A., Rua do Passeio 48-54, Rio de Janeiro, 
wishes to contact United Kingdom manufacturers of 
Diesel engines with a view to undertaking distribution 
in Brazil. Interested companies should communicate 


direct with Snr. Jose de C,eS. Alves of the company, 
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at the same time notifying the Commercial Relations 
and Exports Department, Board of Trade, Thames 
House North, Millbank, London, S.W.1 (reference, 
C.R.E. (1.B.) 1763/49), of any action taken. 

THE NEW CONVEYOR COMPANY, LIMITED, Smethwick, 
which recently completed its diamond jubilee year, has 
increased its issued capital by £75,000 by the issue of 
preference shares. Mr. Norman G. Lancaster, a part- 
ner in the firm of Howard Smith, Thompson & Com- 
pany, chartered accountants, has been appointed chair- 
man of the board, Mr. W. Ralph Purnell having volun- 
tarily resigned from this position. Mr. Purnell will, 
however, continue to serve as managing director. 

BUSINESS IN THE Falkirk foundry trade has been 
quiet during recent months, due largely to a slowing 
up of the Government’s housing plans. Recently, how- 
ever, there has been a quickening of interest in articles 
of housing equipment. Glasgow Corporation, always 
a large buyer of cooking appliances, has stepped up 
its requirements of gas cookers quite sharply and 
brought forward the dates of delivery ahead of those 
which had already been tabled. The natural inference 
is that a fresh drive for new houses is in contemplation, 
which would indeed be welcome news for a large num- 
ber who have not yet been able to get a house. 

PRESENTING LONG-SERVICE AWARDS to 31 employees 
on February 5, Mr. W. H. B. Hatton (joint managing 
director) announced that considerable progress had been 
made with the £3,250,000 improvement scheme at the 
Round Oak Steel Works, Limited, Brierley Hill, Staffs, 
The greater part of the new plant, which was expected 
almost to double the company’s output, was likely to 
be in operation before the end of this year. He added 
that the British Iron and Steel Federation had insti- 
tuted a recruitment and training committee and facili- 
ties would be available for young employees to de- 
velop their technical knowledge of the industry. 

Mr. LESLIE F. WricHT, chairman and managing 
director of Gjers, Mills & Company, Limited, address- 
ing a public meeting at Middlesbrough, said that if the 
Steel Bill were passed the power of the State would 
be so great that private enterprise would be sunk 
for ever. The provisions of the Bill would cover 
large numbers of other industries which were supposed 
to be left outside control. By complete control of 
fuel supplies and prices and permits the Government 
had a complete hold on the iron and steel industry 
and could bankrupt it if it wanted. The industry 
would like to see the subsidies removed and it might 
well be that they would be terminated very shortly. 

AT A RECENT MEETING at Cardiff, held under the aus- 
pices of the Industrial Association of Wales and Mon- 
mouthshire, two members of the Council of British 
Manufacturers of Petroleum Equipment advised South 
Wales industrialists with the necessary spare production 
capacity to consider entering the market for supplying 
equipment to the oil industry, thereby participating 
in the large-scale oil development programmes now 
being carried out. It was decided that the Industrial 
Association’s materials and supplies’ sub-committee 
should investigate details of available equipment in con- 
junction with the Manufacturers’ Council, and con- 
sider visits to refineries and a small oilfield in Britain. 
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Oil Consumers’ Council 
Appointment of Members 


Sir William Palmer, chairman of the British Rayon 
Federation and of the Building Materials Prices Com- 
mittee, and vice-chairman of British Optical and Pre- 
cision Engineers, Limited, has been appointed chair- 
man of the Oil Consumers’ Council, which it was de- 
cided to set up after the dissolution of the Petroleum 
Board. 

The Council will consider any matter affecting the 
sale and supply of petroleum products in the United 
Kingdom. Such matters may be considered either as a 
result of representations from consumers or on Council 
initiative. Its conclusions will, in appropriate cases, 
be notified to the Minister of Fuel and Power, who may 
also ask the Council to report on matters which he 
may refer to it. Mr. F. E. W. Barnett, of the Ministry 
of Fuel and Power, will act as secretary to the Council. 

Among the members of the Council are the follow- 
ing: —Mr. W. A. Hunt, a director of R. Hunt & Com- 
pany, Limited, manufacturers of power transmission 
appliances and agricultural machinery, of Earls Colne, 
Essex; StR LYNDEN MAcassey, chairman of the British 
Internal Combustion Manufacturers’ Association; MR. 
C. M. MERRICK, managing director and general mana- 
ger of Shell-Mex & B.P., Limited, and chairman of the 
United Kingdom Petroleum Industry Advisory Com- 
mittee; Mr. E. J. PopE, managing director of the Steel 
Company of Wales, Limited; Mr. N. ROWBOTHAM, 
director of engines, Bristol Aeroplane Company, 
Limited; and Mr. R. H. G. SuTrTon, a director and 
manager of Urquharts (1926), Limited, oil-fuel engi- 
neers, of Park Royal, London, N.W.10, and president 
of the Oil Burners Manufacturers’ Association. 





Oil Prices Reduced 

A reduction of 4d. per gall. in the price of Esso gas 
and Diesel oils, effective from February 9, has been 
announced by Anglo-American Oil Company, Limited. 
These price revisions apply only to the inland schedule. 
The grades concerned are Esso gas oil, Esso heating 
oil, Esso Diesel medium and Esso marine Diesel 
medium. The company has also reduced the price of 
Pool Derv oil (for Diesel engine road vehicles) by 4d. 
per gall. 





IN HIS PRESIDENTIAL ADDRESS to the Society of Engi- 
neers on February 7, Mr. E. S. Waddington suggested 
that a registration board for the engineer would give 
professional engineers the same official recognition that 
doctors, lawyers and architects received. The projects 
for industrial development which were now being 
considered, he said, did not appear to have selected 
their chief executives from the engineering profession. 
This decline in the status of engineers was probably 
caused by a number of factors, such as the tendency to 
specialisation on the part of institutions and societies. 
he professional engineer, in fact, “should be an indi- 
vidual . . . who is competent to design or carry out, 
or has carried out, under his supervision, works of an 
engineering nature. This work may be either concerned 
with construction or manufacture.” 
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Steelworks’ Good Start to Year 


Record January Output 


The highest-ever output of steel for the month of 
January was achieved last month, when _produc- 
tion was at an annual rate of 15,002,000 tons, 
which compares with 14,589,000 tons in the first month 
of last year, which was the previous best January out- 
put. The average rate of production last month was 
288,500 tons per week, against 280,600 tons a week in 
January, 1948. The month of January is, of course, 
affected by the New Year holiday in Scotland and some 
of the North of England districts. 

Steel output last year totalled 14,877,000 tons, the 
highest annual output in the history of the industry. 

The annual rate of pig-iron output last month was 
9,262,000 tons, compared with 8,726,000 tons in January 
of last year. 

Latest steel and pig-iron output figures (in tons) com- 
pare as follow with earlier returns:— 


| _— | Steel ingots and 
| Pig-iron. | castings. 

| Weekly | Annual | Weekly | Annual 
| average. | rate. | average. | rate. 





1949—January 178,100 | 9,262,000 | 288,500 | 15,002,000 








1948—November | 185,300 | 9,636,000 | 303,100 | 15,760,000 
December ..} 176,000 | 9,150,000 | 282,300 | 14,678,000 
1st quarter a 174,700 | 9,084,000 | 287,200 | 14,933,000 
2nd quarter . | 182,000 | 9,464,000 | 294,700 | 15,325,000 
3rd quarter ..| 175,800 9,143,000 | 269,200 | 13,998,000 
4th quarter ..| 181,100 9,415,000 | 293,300 | 15,250,000 
Year .. et 9,276,000 14,877,000 

i | j 

1947—November ..| 165,900 | 8,627,000 | 272,600 | 14,174,000 
December ..| 164,600 | 8,561,000 | 243,200 | 12,646,000 
Ist quarter ..| 134,400 | 6,990,000 | 216,000 | 11,232,000 
2nd quarter .., 141,600 | 7,362,000 | 244,100 | 12,694,000 
3rd quarter ..' 146,700 | 7,626,000 | 235,400 | 12,240,000 
4th quarter ..| 163,600 | 8,505,000 263,100 | 13,679,000 
Year .. ean 7,785,000 \ 12,724,000 


Scottish Regional Advisory Councils for 
Technical Education 


On the invitation of Mr. Arthur Woodbuin, Secre- 
tary of State for Scotland, five Regional Advisory 
Councils for Technical Education have been set up in 
Scotland for the purpose of co-ordinating effort and 
facilities among education authorities and central insti- 
tutions. The Councils will cover South-East Scotland, 
West Scotland, the Highlands and Islands, Dundee and 
district, and North-East Scotland. 

The Secretary of the Scottish Education Department 
states that the intention has been to secure through the 
various members of the Councils, whether they officially 
represent educational or industrial interests, as wide and 
as well balanced a representation of industry and com- 
merce in the region as possible. At the same time 
eflorts have been made, so far as the persons pro- 
posed by various interests allowed, to secure through 
the five Councils a broad representation of Scottish 
industry and commerce in general. 
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British Blast Furnaces in the December Quarter, 1948 
These tables are published through the courtesy of the British Iron and Steel Federation. 
Derby, Leicester, Notts, Northants and Essex. 









































































































































In blast, January 1, 1949, Weekly average 
making :-— in blast. Fur- 
- cn > - —— naces 
Name of firm. orge built. | relining. 
Hema- Dec. Sept. 
tite. aanie. Basic.) Total. quarter. | quarter. 
Clay Cross . _ 1 — 1 1 1 2 —_ 
Ford Motor .. a 1 a 1 1 1 1 — 
Kettering Coal & Iron — 1 — 1 1 1 2 — 
New Cransley Iron & Steel —_ 1 a 1 1 1 4 1 
Renishaw Iron — 2 -— 2 2 2 2 —_ 
Sheepbridge Iron & Chemicals . — 1 —— 1 1 1.6 1 —_ 
Stanton Ironworks: Holwell = 3 — 3 3 3 5 1 
Stanton-by- 
Dale — 5 — 5 5 5 5 — 
Staveley Coal & Iron oa — 4 -— 4 4 4 + — 
Stewarts and Lloyds: Corby — a 4 4 + 4 4 — 
Wellingboro’ Iron .. re o— p 4 1 z| 3 2 3 1 
_ ee. _: | — | o@ ! 612%] 2 | oe! s2 | 8 
Lancashire (excl. N.-W. Coast), Denbigh, Flint and Cheshire. 
Brymbo Steel Z | — | — 1 1 1 1 1 wnat 
Darwen & Mostyn .. | —_— | — _ bg 1 1 1 — 
Lancashire Steel Corp’n. 8) Sea 2 3t 3 3 4 1 
Total .. ssf — | — | gl_el ¢ 5 6 | 1 
* Producing ferro-manganese. f Includes one producing ferro-manganese. 
North-West Coast. 
Barrow Hematite 2 co — 2 1.9 1-9 4 1 
Charcoal Iron —_ 1 -—— 1 1 0.4 1 — 
Millom & Askam 2 -—— — 2 2 2 3 1 
United Steel : Workington. . 2 — — 2 2.3 2 3 1 
Total .. ss) § ft = 7 | 7.2 ai m ! «@ 
Lincolnshire. 
Appleby-Frodingham Ae —- 9 9 9 9 9 —_ 
Lysaght, J.: Scunthorpe .. -- — 3 3 3 2.5 4 1 
Thomas, B., & Baldwins ; Redbourn “= -- 2 2 2 2 2 == 
___ Total... ly = _ = i} ae 14 | 14 13.5 _ _ a eA Te 
North-Eust Coast. 
Cargo Fleet Iron ‘ — — 2 2 2 2 3 1 
Consett Iron. . a ‘ 1 a 1 2 2 2 2 — 
Dorman, Long : Acklam .. a -- —_ 3 3 3 2.6 4 1 
car .. “ _ _— 2 2 2 2 2 — 
Cleveland ° _ _ 3 3 3 3 5 — 
Bessemer . _ _ 2 2 2.5 3 3 1 
South Bank P -= _ — 2° 2 2 4 a 
— e _ _ —_ _ _ _ 2 — 
Gjers, Mills & Co. ‘ 2 a oa 2 2 2 5 —_ 
Pease & Partners .. oe ° 3 _ _ 3 3 2.8 3 — 
Skinningrove Iron .. = —_ 2 2 2 2 2 — 
South Durham Steel & Iron _ — 2 2 2 1.8 3 — 
Total .. 6 _ 17 25 25.5 25.2 38 3 
+ * Producing ferro-manganese 
Scotland. 
Femme & Scottish Steel : Gartsherrie| 1 1 1 3 3 3 5 1 
Carro: oe ee es om ~~ z — 1 1 1 + 1 
Colvilles ee as “a as — a 3 3 3 8 3 — 
Dixon’s oe ‘ - ee _ 2 — 2 2 2 6 1 
ss 4tatojo i !o | iw | 3 
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Fewer Industrial 
Disputes 


Fewer working days 
were lost in industrial 
disputes last year than in 
any year since 1943. De- 
tails given in the “* Minis- 
try of Labour Gazette” 
show that, of the total of 
1,758 stoppages, about 
1,115 were in coal mn- 
ing, but the number of 
miners involved in strikes 
was only 186,600, com- 
pared with 307,900 in 
1947, and 464,000 days 
were lost, compared with 
912,000 in 1947. The 
only two miners’ strikes 
of any size were against 
alleged slowness of nego- 
tiations on a claim for in- 
creased wages for shot- 
firers. Altogether 423,000 
workers were involved in 


stoppages during the 
year. 
The index of wage 


rates (June, 1947 = 100) 
rose from 103 in Decem- 
ber, 1947, to 105 in 
March and to 107 in 
December last year. The 
jincrease of 4 per cent. 
compares with 5 per cent. 
in 1947 and 8 per cent. in 
1946. Altogether about 
7,750,000 workers _ re- 
ceived a net increase of 
£1,900,000 a week. (Thesz 
figures exclude domestic 
servants and _ clerical 
workers, but they include 
Government employees 
and shop assistants, who 
were not covered by the 
figures in previous years.) 


a 


Mr. H. Parsons, chair- 
man of the Parsons Engi- 


neering Company, 
Limited, Southampton, 
states that the liquid 


position of the company 
requires consideration in 
view of the large stocks 
of material and work-in- 
progress which it is now 
necessary to carry in 
order to ensure good de- 
liveries. 
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Ministry of Supply 


Estimates 


Supplementary Civil 
Estimates published on 
February 9 as a White 


Paper show that the 
Ministry of Supply re- 
quires an additional 
£28,999,990 in respect of 
the current financial 
year, Which ends on 
March 31. Of | this, 


£16.826,990 is needed to 
cover the cost of trading 
services. Details ot these 
services are aS follow, the 
original estimate being 
followed by the revised 
estimate in parentheses: 

Iron and steel, 
£5,250,000 (£18,200,000); 
non-ferrous metals, credit, 
£5,500,000 (£400,000); 
abrasives, refractories, 
etc. £120,000 (credit 
£1,791,000); aluminium 
£60,000 (credit £59,000); 
ethyl chloride, credit 
£18,000 (no change); 
radioactive | substances, 
— (£95,000). 

Expenditure on air- 
craft, aircraft equipment 
and aircraft supplies will 
cost £5,100,000 more 
than originally planned, 
while provision of a 
further £1,760,000 is 
made for research and 
development. Assistance 
to industry will now 
absorb £8,185,000, where- 
as the original estimate 
was £3,630,000. 


IN. HIS STATEMENT 
accompanying the 
accounts, Mr. G. A. 
Ryland, chairman ot the 
Midland Iron & Hard- 
ware Company (Cradley 
Heath), Limited, states 
that the directors have it 
in mind to increase the 
issued capital to a ngure 
more commensurate with 
the real value and profit- 
earning capacity of the 
business when the time is 
opportune. The present 
issued capital is £30,804 
in shares of 1s. 
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British Blast Furnaces in the December Quarter, 1948—cont. 


Staffordshire, Shropshire, Worcestershire and Warwickshire. 
























































In blast, January 1, 1949, Weekly average 
making :— in blast. Fur- 
N f fi F ballt — 
ame of firm. orge " 
Hema- | ‘and | Basic,| Total.| Dec. | Sept. relining. 
* | foundry. q “4 . 
Goldendale Iron — 1 _ 1 1 1 2 1 
Grazebrook Cold Blast — — —_ _ — == 2 i 
Lilleshall a 1 -- 1 1 1 2 1 
Round Oak Steelworks — 1° — 1 1 1 3 as 
Shelton Steel & Iro: a — 3 3 3 3 3 — 
Stewarts and Lloyds : Bilston — oe 3 3 2.8 2 3 — 
Thomas,G.&R. .. _ _ _- _ _ -- 2 — 
Total .. = 3 6 9 8.8 8 17 2 
* Cold-blast pig-iron. 
South Wales and Monmouthshire. 
Guest, Keen, Baldwins : 
Briton Ferry es 1 — — 1 1 1 1 = 
Cardiff . oo — 2 2 2.7 3 4 2 
Steel Co. of Wales : * ‘Margam — — 2 2 1.9 1.9 2 — 
Thomas, R., leg Baldwins : "Ebbw 
Vale — — 2 2 2 1.9 3 1 
WI no ss. kd . 1 | — | 6!71 vel 7.8! 0 | 8 
Sheffield. 
Park Gate Iron & Steel .. = ..| — | — | 1 | 1 | 1 | 1] 2 | — 
GRAND ToTAL .. ..| 14. | 28 56 | 102*| 103.1 | 101.4| 148 | 19 





*Includes four making ferro-alloys. 


Number of Furnaces in Blast on January 1, 1949 
































Weekly In blast January 1, 1949, making :— 
eae ave | “blast = 
strict. n > : e 

Deo. "| au | Meme | and | Basie, | Bette 

quarter. ‘ * | foundry. ys. 
Derby, Leics., Notts., Northants and Essex 25 25 _ 20 5 _ 

Lancs. (excl. N. -W. Coast), —— —_ and. 

hes. es 5 5 -- —— 3 2 
Lincolnshire .. 14 14 -- oo 14 -— 
North-East Coast 25.5 25 6 — 17 2 
Scotland 9 9 1 4 4 -- 
Staffs., Shrops., “Worcs, and Warwick 8.8 9 — 3 6 — 
§. Wales and Monmouth » 7.6 7 1 — 6 — 
Sheffield 1 1 os -- 1 —_— 
North-West Coast 7.2 7 6 1 a — 
_ Total 103.1 102 14 28 56 4 





Weekly Average Number : of E Furnaces in Blast during the Previous Six Quarters 














| 1948. | 1947. 
District. 
Sept. | June. | March. |- Dec. | Sept. | June. 
Derby, Leics., Notts., Northants and Essex 25.6 25.7 25.4 24.3 25.8 23.6 
Lancs. (excl. 'N. ea Coast), a —_ and 
Ches. ; ; 5 5 5 4.7 3.9 4 
Lincolnshire *- s 3.5 13.8 13.7 13 11.4 10.7 
North-East Coast -| 25.2 25.2 25.7 25 23.7 23.2 
Scotland , 9 9 9.1 8.5 8 8 
Staffs., Shrops., * Wores.and Warwick ° 8 8 8 7.1 6.2 4.4 
§. Wales and Monmouth .. . 7.8 7.7 7 6.9 6.9 6.9 
Sheffield “ 1 1 1 1 1 1.8 
North-West Coast ‘ 6.3 6.4 7 7 6.3 6.4 
Total 101.4 | 101.8 101.9 97.5 93.2 89 























The oe companies have furnaces in course of construction :—Darwea & Mostyn, 1 ; 
Corporation, 1; Steel Co. of Wales, 1; Sheepbridge Iron & Chemicals, 1; Consett Iron, l,and Skinnin grove 


Tron, 1. 


La ncashire Stee] 








Obituary 


Mr. T. W. BONNER, a director of John Bolding & 
Sons, Limited, brassfounders, etc., of London, W.C.1, 
has died. 

Mr. JOHN WILLIAM GARSDEN, of the Manchester 
branch of the Edison Swan Electric Company, Limited, 
died on February 7, at the age of 72. 


Mr. WILLIAM PATERSON, who died on January 31 
at the age of 84, was chairman of Park & Paterson, 
Limited, metal smelters and alloy manufacturers, etc., 
of Glasgow. 

Mr. CHARLES JOSEPH BURTON, who has died at the 
age of 75, was formerly chief cost clerk of Markham 
& Company, Limited, colliery and general engineers, 
of Chesterfield. 

MR. FREDERICK ARTHUR JAMES, a director of the 
Wolverhampton Metal Company, and James Bridge 
Copper Works, Limited, Walsall, died on February 1 
at the age of 64. 

Capt. T. H. HODGKINSON, who was a director of Hud- 
son Scott & Sons, Limited, Carlisle (now a branch of 
the Metal Box Company, Limited), died on February 4 
at the age of 78. He had been associated with the com- 
pany for 50 years. 

Mr. WILLIAM S. PRINGLE, a director of Hall, Russell 
& Company, Limited, shipbuilders, of Aberdeen, until 
his retirement five years ago, collapsed and died on 
February 1. Mr. Pringle, who was 80, was associated 
with the company for 50 years. 

Mr. WILLIAM HorsFALt died on February 7, at the 
age of 67. He was a director of the General Electric 
Company, Limited. He had been associated with the 
company since 1919 and was manager of the North- 
Eastern area of its home organisation. 


Mr. GeorGce House, Labour M.P. for St. Pancras 
North since 1945, and a member of the Standing Com- 
mittee considering the Iron and Steel Bill, died in hos- 
pital on February 8, at the age of 56. At one time a steel 
erector, he was general secretary of the Constructional 
Engineering Union from 1924 to 1941. 


Mr. ERNEST LYALL, who died suddenly on February 7, 
was for many years with Sir W. G. Armstrong Whit- 
worth & Company, Limited, both at the Elswick and 
Scotswood Works. Since 1937 he had been mana- 
ger of Armstrong Whitworth & Company (Pneumatic 
Tools), Limited, Close Works, Gateshead. His service 
with the companies bearing the name of Armstrong 
Whitworth covered a period of 42 years. 





Recent Shipbuilding Orders 


The following are among shipbuilding orders recently 
announced : — 


BARCLAY, CURLE & ComPaNy, LIMITED, Glasgow, an 
18,000-ton oil tanker for Norwegian owners. 

Litucows, LIMITED, Port Glasgow, a single-screw 
cargo motorship of 8,950 tons dw., for the British & 
Burmese Steam Navigation Company, Limited. 
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Steel Bill Exemptions 
Four Companies to be Excluded 


Mr. G. R. Strauss, Minister of Supply, is now satis- 
fied that Guest, Keen & Nettlefolds, Limited, John 
Lysaght, Limited, the Lilleshall Company, Limited, and 
the Staveley Coal & Iron Company, Limited, do not 
come under the terms of the Iron and Steel Bill, and 
they are now to be exempt. The Minister’s decision 
follows representations made by the companies con- 
cerned and was made because the companies had, prior 
to the publication of the Bill, ceased to be engaged in 
iron-ore working, the smelting of iron ore, the produc- 
tion of steel or the hot-rolling of steel, and had trans- 
ferred their iron and steel activities to subsidiary com- 
panies. The subsidiary companies—Guest, Keen & 
Nettlefolds (South Wales), Limited, John Lysaght’s 
Scunthorpe Works, Limited, the Lilleshall Iron & Steel 
Company, Limited, and the Staveley Iron & Chemical 
Company, Limited—will, of course, still be taken over. 

Under the Bill the subsidiaries to be taken over will 
be compensated on the same basis as other unquoted 
securities—that is by agreement or arbitration on what 
their quotation would have been had they been quoted 
on the dates specified in the Bill. The transfer of iron 
and steel activities to subsidiaries given as a reason for 
exempting the parent companies from nationalisation 
was carried out in a series of operations last summer. 

It is believed that the Minister of Supply is con- 
sidering the cases of three more companies, and it is 
thought that, at a later stage, there may be further 
exemptions when the Minister will have studied the in- 
formation supplied by the companies applying for ex- 
emption. 


International Nickel Executive Changes 


Executive rearrangements have been announced by 
the board of the International Nickel Company of 
Canada, Limited. Mr. Robert C. Stanley, who has 
been president since 1922 and chairman and president 
since 1937, will continue as chairman of the board. Dr. 
John F. Thompson, who becomes president, has been 
executive vice-president since 1936 and a director and 
member of the executive committee since 1931. Dr. 
Paul D. Merica, vice-president since 1936 and a direc- 
tor, has become executive vice-president, while Mr. 
Henry S. Wingate, secretary since 1939 and a director, 
has become a vice-president and continues as secretary. 

Sir William Griffiths, chairman and managing direc- 
tor of the Mond Nickel Company, Limited, continues 
as vice-president in charge of operations and activities 
in Europe and other parts of the world outside the 
American continent. 





Ir IS EXPECTED that the new ore-unloading and 
sintering plant of Dorman, Long & Company, Limited, 
erected on the South bank of the Tees, will come 
into operation before the end of March. Ore dis- 


charging capacity is stated to be 600 tons an hour and 
the material will be transported by conveyor belt to 
the crushing and sintering plant. 
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“Wolseley 14 h.p. Engioe.” 





STANTON-DALE 


REFINED PIG IRON 


USED AND RECOMMENDED 
FOR ALL HIGH-DUTY 
ENGINEERING CASTINGS 





THE STANTON IRONWORKS COMPANY LIMITED, Nr. NOTTINGHAM 
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Personal 


Mr. R. F. Carey has been appointed to the board 
of Grayson, Rollo & Clover Docks, Limited, Liverpool. 
Mr. RoBERT YOUNG PARKINSON, formerly sales mana- 
ger, has now been appointed: special director (sales) 
of Ribblesdale Cement, Limited, Clitheroe, Lancs. 

Mr. Joun A. Dois, of J. S. Doig (Grimsby), Limited, 
engineers, ironfounders, etc., has been appointed a 
Justice of the Peace for the County Borough of 
Grimsby. 

Dr. F. MEYER, works manager, has been appointed 
chairman of the South African Iron & Steel Industrial 
Corporation, Limited, in succession to the late Dr. 
H. J. van der Bijl. 

Dr. C. E. Watson, medical officer of Newton Cham- 
bers & Company, Limited, Sheffield, has taken up a 
similar position under the Northern Divisional Coal 
Board (No. 2 Area). 

Mr. L. P. CLEMINSON and Mr. D. C. D. KENNEDY 
have been appointed to the board of John Bolding & 
Sons, Limited, brassfounders and sanitary-appliance 
manufacturers, of London, W.C.1. 

Mr. Roy MITCHELL, a director of Mitchell Enyineer- 
ing, Limited, Peterborough, has returned from a busi- 
ness trip which included visits to Morocco, South 
Africa, Rhodesia and Portuguese East Africa. 

Mr. JAMES B. STIRLING, progress department mana- 
ger of M. Cockburn & Company, Limited, brass and 
iron founders, etc., of Falkirk, was presented with a 
cheque on leaving the firm after 25 years’ service. 

R. J. HAypock, who for 14 years has been foundry 
Pm for H. J. & A. Coulthurst, Limited, Darwen, 
Lancs, has been presented by the directors with a 
cheque on his retirement after 42 years with the firm. 

Capt. BERNARD Roserts, formerly general manager 
of the Steel Breaking & Dismantling Company, Limited, 
Chesterfield, has been appointed general manager of 
Joseph & Sons, Limited, metal merchants and manufac- 
turers, of Birmingham. 

Mr. STANLEY H. L. GREAVES, managing director of 
Textile Machinery Makers, Limited, Oldham, has re- 
signed his position on medical advice; he will continue 
as chairman of the Finance Committee. Mr. A. P. H. 
AITKEN, deputy managing director, has been appointed 
managing director, 

Mr. Curis. G. TANGYE, assistant managing director 
of Tangyes, Limited, Smethwick, is undertaking an 
immediate business trip throughout Southern Africa, 
with the object of contacting agents. He will be pri- 
marily concerned in extending trade in heavy machi- 
nery, such as Diesel engines, railway machine tools, 
pumping ig hydraulic machinery. 

Mr. F. H. B. Harris, who has continued on a part- 
time basis in an advisory capacity since he relinquished 
his position as chief draughtsman of W. G. Bagnall, 
Limited, Stafford, received a cheque, to which his fellow 
workers subscribed, at a smoking concert given for the 
employees on February 2. Mr. Harris, who celebrated 
his 78th birthday two days later has worked for 63 
years in the locomotive engineering industry. The pre- 


sentation was made by the managing director, Mr. Jan 
A. Marriott. 
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Mr. G. W. ALLotr, a well-known executive of 
Newton Chambers & Company, Limited, has retired on 
reaching the age limit after spending the whole of his 
life in the services of the company. He started in the 
drawing office 49 years ago and worked his way up until 
in 1930 he was appointed sales manager. He was very 
prominent in manufacturers’ associations, where he 
made a host of friends, especially those connected with 
iron castings and chemical plant. Mr. Allott was the 
third generation to be associated with the great Thorn- 
cliffe plant. He received a presentation last week from 
the managing director, Sir Harold West. 

Mr. O. W. Humpureys has been appointed mana- 
ger of the General Electric Company’s research 
laboratories. at Wembley. He joined the staff of the 
laboratories in 1925, and was appointed to its leading 
scientific staff in 1927, originally in charge of the heat 
group. The scope of the activities of the laboratories, 
which now employ a staff of over 1,300, has increased 
greatly. In the directing and co-ordination of these 
diverse activities, Mr. Humphreys will be advised by a 
small advisory scientific panel of his colleagues. Dr. 
B. P. DuppING, who joined the staff as a founder mem- 
ber with Sir Clifford Paterson in 1919, has been 
appointed vice-chairman of this panel. 

Wills 
chief draughtsman of Qualcast, 
Limited, ironfounders, etc., of Derby 


£4,308 
Murray, Henry, managing director of brownie % 
urray, Limited, structural engineers, of Glasgow 


GroutaGe, Haroun, 


£26,216 
Cowie, J. R., Southern area manager of A. Reyrolle 
& "Company, Limited, manufacturing electrical 
engineers, of Hebburn, 2nd chairman of the 
British Electrical and — Industries Research 
Association P £9,221 


Changes of Name 


The following companies have recently changed their 
names, the new titles being given in parentheses:— 
DUNKLEY WHEEL COMPANY, LIMITED, Birmingham 
(Charles Shum, Limited). 
HILLS PATENT GLAZING Coma. LIMITED, West 
Bromwich (Hills (West Bromwich), L 
WALKERS, PARKER & COMPANY. LIMITED, London, 
E.C.2 \ Aesociated Lead Manufacturers, Limited). 
DUDLEY FOUNDRY COMPANY, LIMITED, peeing Hill, 
Ty i vailey ad Holding Company, Limited). 
S HENRY WOOD, LIMITED, engineers and machine- 
toot MIT of Birmingham (Metalrox, Limited). 
ASSOCIATED LEAD MANUFACTURERS, LIMITED, 
London, E.C.3 (Walkers, Parker & Company, Limited). 
SIMON-HOWE. LI MITED, mechanical, electrical engineers, 


o6.. f of Cheadle Heath, Stockport (Simon Handling Engineers, 
imite 


COMONTE & COMPANY, LIMITED, metal workers, 
engineers, etc., 


of London, S.W.1 (Stanway (General Mer- 
oneal Limited 
BESTWOO 


D DEVELOPMENT COMPANY, LIMITED, 
engineers, machinists, etc., of Nottingham (Bestwood Com- 
pany, Limited). 

WATSON, WINTERBOTTOM & COMPANY, LIMITED 
engineers, etc., of London, W.C.1 (Woodfield Hoist & Associated 
Industries, Limited). 

HENRY SIMON, LIMITED, fiour-milling, consulting and 
Simon engineers, ‘etc., = Cheadle Heath, Stockport (Henry 

imon evant) Limited). 

STEAD gp eee ee ag EQUIPMENTS, LIMITED. 
sinalabaaes of sand and dust-extraction a 


last 
of Ossett, Yorks (Nortiheld Industrial Fabrications. Limited). 
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Express Ramming in the Jobbing Foundry 








Mounted on a power driven truck, this SANDSLINGER moves to 

and. fro on the track under push button control by the operator. 

It is fed by hand or conveyor from floor level and rams moulds or 

cores, large or small; within the compass of its ramming arm. 
(Standard radius—9 ft.) 


This mobile unit offers the jobbing founder, without complications, 
the unique facility of express ramming on an infinitely variable 
range of box sizes. 


FOUNDRY PLANT & MACHINERY LTD. '" S.iScow >” 
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Company News 
(Figures for previous year in brackets.) 


AERIALITE—Intenim dividend of 623% (same). 
THOS. W. WARD—Interim dividend of 5% (same). 
STEEL & COMPANY-—Interim dividend of 74% (same). 


Pa ya & LUND—Final dividend of 273%, making 424% 
same 

a BOULTON & HAYWARD—Interim dividend of 3% 
(same). 

CLYDE CRANE & BOOTH—First and final dividend of 
25% (same). 

GEORGE COHEN SONS & COMPANY-—Interim dividend 
of 8% (same). 

LONDON ALUMINIUM COMPANY—Final dividend of 
70% (75%), making 100% (same). 

BYLOCK ELECTRIC—No dividend is recommended for the 
year, against a total of 300% for 1946-47. 

TWEEDALES & SMALLEY (1920)—Final dividend of 20% 
(124%), making 25% (174% for period of eight months). 

BURNELL & COMPANY—Final ordinary dividend of 

4%, making 30% (same), and participating dividend of 
1. on per 73% cumulative participating preference £1 share 

me). 

‘ane ENGINEERING COMPANY—Net loss for the 
year ended October 31, 1948, £14,849; after crediting £1,500 tax 
reserve not required and deducting credit balance’ £4,971 
brought in, debit balance forward, £8,378; (net profit for pre- 


ed pom, £9,471; to tax, £2,500; dividend of 25%; forward, 
ae rag profit to October 31, 1948, £14,343 


(£9,437); to tax, £5,800 (£3,400); directors’ fees, £600 (same); 
depreciation, £1,133 (£1,089); 24 years’ preference dividend to 
October, 1944, £1,981 (14 years, £1,215); off preliminary ex- 
penses, £1,597 (£ zing: machinery replacement, nil (£1,500) ; 
forward, £3,018 (£ 


MITCHELL, aan 5 & COMPANY—Trading profit 
to September 30, 1948, £86,692 (£55,735); rents, etc., £408 (£2 pt 
subsidiary dividend, £9,580 (nil); to fees, £950 (£1,003); 
reserve, ,500 (£12,500); depreciation, etc., yo © dines 
(£14,727); leaving £42,699 (£27,767); to reserve, £20,000 (nil); 
ed — of 5%, making 8% (same); forward, £45,231 


BROWN BROS. & COMPANY—Trading profit for am. 
£26,017 (£22,638); taxation provision no longer required, £8,000 
(nil); interest, etc. received, £6,764 fal (nt 
tion, £7,432 (£7,29 6) ’ taxation, "£12, 443 (£9,423): pension scheme, 
£2,469 (£2,581) ; final dividend of 10%, making 15% (same); 
(cian. equalisation reserve, £10,000 (nil); forward, £17,104 


WEYBURN ENGINEERING QeeA NT a ne promt to 
October 31, 1948, £78,965 (£49,082 after the E.P.T eprecia- 
tion, £10,982 (£9,601); off patent, £1.500 5560) fees, etc.. 
& 575 (same); profits tax, £10,200 (£6,000); income tax, £26.015 
£11.755) ; leaving £28,693 (£19,651); final dividend of 30% (25%), 
ee "35% (30%); general reserve, £5,000 (£3,000); tax re- 
serve, £9,800 (£3,891); forward, £3,014 (£2,651). 


MIDLAND IRON &* HARDWARE COMPANY (CRADLEY 
HEATH—Consolidate.. trading profit to July 31, 1948, £263,081 
(£156,332); other income, £1,110 (£1,660); to epreciation, £2,599 
(£2,411); directors’ emoluments, £11,000 (same); taxation—iess 
£5,740 previous years’ adjustments—£132, 819 (£78,493); net 
profit, £117,773 (£66,088); to general reserve, £50,000 (same); 
final dividend of 150%, making 250% (same); forward, £206,200 


ASSOCIATED ENGINEERING Sg ge Se geen 
profit for the year ended September 30, 1948, £802,610; to de- 
preciation, £205,729; loan interest, 22,960; parent yh 44 
directors’ emoluments, £53, 536; profits tax, £100,500; income 
tax, £230.291; consolidated net profit, £209.594; to pre-acquisi- 
tion subsidiary profit, £1,461; leaving £208, 133; bronght in, 
£27,230; to preference dividend, £7.342: final ordinary dividend 
of hY,, making 15% (3%, for = period of 23 months 
to September, 1947); forward. £93.82 
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secon £ SSG Seeee from trading accounts of the 
group to September 30, 1948, £310,727 (£370,919) ; investment 
income, £695 (£856); stock depreciation reserve no longer 
Tequired, £33,243 (nil); to depreciation, £44,750 (£37,280); 
additional repairs provisions, £22,329 (nil); coy Bea ension, 
bd (come) net balance, £267,586 (£3: 24,489) ; ividend 
of 15%, mak ing 224% (same) ; income tax and Sone tax 
based on group profits of year, £141,597 (£208,026); dividend 
equalisation, £30,000 on general reserve, £2,308 (£50,000); 
forward, £141,925 (£82,977 

nn ace trading profit to July 31, 1948, 
£322,533 (£175,091); investment income, £7,246 (£4,764); to de- 
preciation, £31,772 (£29,010); patents written down, £3,743 
£3,968) ; renewals of furniture, etc., £4,842 (£6,638); loss of 
redundant stock, £57,454 (£7,157); directors’ ees, £5,000 
samme) other emoluments, £13,300 (on 03S); pensions, £750 
(£500); auditors’ remuneration, £1,650 (£1, ; taxation, 
£99,420 (£39,792); leaving £111,848; parent company’s net 
profit, £101,472 (£73,999); to general reserve, £25,000 (nil); 
final dividend of 14%, making 20% same) ; forward : parent’s 
roo £101,504 (£86,298); subsidiaries’ accounts, £11,390 
NORTON INDUSTRIES—Accounts cover the period Sep. 
tember 10, 1947, to October 31, 1948 (the company was incor- 
porated in 1947); combined trading profits of group for the 
year ended October 31, 1948, £91,786; interest, £50; to directors’ 
fees, etc., £11,679; depreciation ‘of fixed assets, £9,356; loss on 
sale of fixed ‘assets, £495; registrar’s fees, £299; audit fees, 
on cost of meetings, etc., £212; leaving £69,183; to profits 
tax, *£11,561; leaving £57,622; balance of consolidated profits 
from September 10, 1947, to October 31, 1947, £3,370. making 
£ to income tax, Py vas Ty reserve, £15,000; off 
preliminary expenses. rim dividend for period 
of 74%, £5,156; final ‘tividend ot 124%, £8,594; forward, £3,605. 


Marshall Aid Aluminium 
No U.K. Scrap Sent to America 


The recent statements that, during 1948, the United 
Kingdom, while importing virgin aluminium from 
Canada financed by Marshall aid, has been exporting 
aluminium scrap to the United States at inflated prices, 
are the subject of a memorandum issued in Washing- 
ton by the Economic Co-operation Administration. The 
memorandum gives the result of a joint investigation 
made by the E.C.A., London, and the Ministry of 
Supply. It shows that no aluminium was exported from 
the United Kingdom to the United States as scrap. 
More than half the aluminium ascribed to United King- 
dom sources did not, in fact, come from this country. 
The remainder of the aluminium concerned was manu- 
factured products, not scrap. 

The E.C.A. statement points out that in some in- 
stances the United Kingdom was shown as the country 
of origin on American customs entry forms appafently 
because the material was purchased from British 
dealers, but tracing these shipments revealed that they 
had not touched British soil, but had been shipped 
from Switzerland by way of Rotterdam. The United 
Kingdom has already provided the Administration with 
detailed information which makes it clear that it is 
making every effort to conserve virgin aluminium and 
to utilise the maximum of scrap and secondary alumi- 
nium. 





FOLLOWING THE EXAMPLE of Jarrow Town Council, 
Felling-on-Tyne Urban Council has expressed _opposi- 
tion to plans by the Consett Iron Company, Limited. 
to transport materials by road from Consett to Jarrow 
Steel Works (via Felling). 
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The conservation and control of 
Heat begins in the Furnace with the 
choice of refractories and their correct 
application. Fuel problems and 
the maintenance of record production 
outputs spotlight the need for 
reliable refractories. “ G.R.” re- 
presents a complete refractories * 
industry inside one organisation. 
e “G.R.” range of products is 
so wide that it includes the correct 
refractory for any type of furnace—a 
refractory which represents the last 
word in manufacture, development and 
research. If you have a difficult problem 
“G.R.” engineers, supported by an 
efficient Technical Department, will 
advise and assist on the choice and 
application of their products. To make 
the most of fuel — it pays to consult “ G.R.” 
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BASIC BRICKS. Supermag, Spinella, 
Saxpyre, Diazite, G.R. ‘287,’ G.R. 
* 341,’ Dolomax, etc. 


SILICA BRICKS. Lowood, Allen, 
Meltham, Bawtry, etc. 


SILLIMANITE & HIGH ALUMINA, 
Sillimanite, Slipcast Sillimanite, 
Alumantine, etc. 


PATCHING & RAMMING MATERIALS. 
Plastic K-N, Pyrocrete, Glendoline, 
Plasstick, Rotaline, Durax, etc. 


15! 


FIREBRICKS. Glenboig range, 
Castlecary, Dykehead, Gem, 
Stourbridge, Yorkshire Quality, 
Adamantine, Hysilyn, Obsidianite, 
Losol, etc. 


REFRACTORY CEMENTS. Pyrolyte, 
Plasilica, Sintex, Durax. 


INSULATION. ‘Amberlite’ range of 
bricks and concretes. 


SANDS. Wide range of Silica, and 
Moulding Sands. 


GENERAL REFRACTORIES LTD 


GENEFAX HOUSE 


SHR ErRICt BS .-49 


Telephone: 


Sheffield 31113 
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Raw Material Markets 
Iron and Steel 


It is already apparent that the additional blast furnace 
put into production in the Midlands last month will 
not suffice to overtake the heavy demand for foundry 
pig-iron. For months past the makers of light castings 
have been working on short supplies and as the house- 
building programme is being speeded up, there is a 
corresponding acceleration in the demand for domestic 
cookers, rain-water pipes, etc., which cannot be wholly 
satisfied until pig-iron is more plentiful. For similar 
reasons the position in the engineering and speciality 
foundries is also difficult. They are not getting ade- 
quate supplies of hematite and low- and medium- 
phosphorus iron. As a substitute, refined iron is being 
more extensively used by these consumers, but there is 
clear scope for the employment of more blast furnaces 
as soon as circumstances permit. 

Governed as it is by the extent of the supplies of 
semi-finished steel, the output of the re-rolling mills 
remains static. All the mills engaged on small steel 
bars, light sections, sheets and strip have an abundance 
of orders in hand and are required to provide exten- 
sive export quotas. But maximum production can 
rarely be obtained owing to the scarcity of billets and 
sheet bars. Producers of the larger sizes of bars and 
sections are more favourably placed, as good deliveries 
of slabs and blooms are being supplied by the steel- 
makers, but light material is scarce and consumers are 
hoping for more liberal shipments from Belgium and 
Luxemburg. 

It has become difficult, if not impossible, to place an 
order for steel plates for delivery within the first half 
of the year. It is suggested that authorisations already 
issued far exceed the maximum capacity of the mills, 
despite the fact that new output records are a common 
occurrence. Nevertheless, a large number of export 
licences has been issued for Period I and many more 
inquiries are circulating. Medium sizes of sections, 
joists and channels are also in brisk demand, while 
sheetmakers could probably operate at full capacity 
until after the summer holidays without taking on any 
more commitments. It is hinted that the long-promised 
review of the subsidies will not be much further de- 
layed and upon the ultimate decision will depend the 
future level of steel prices, which at present are well 
below those of Continental competitors. 





Non-ferrous Metals 


The past fortnight has seen a marked change in sen- 
timent in the metal market, for not only is there a 
general admission that prices have reached the top, but 
it is suggested that it is by no means impossible that a 
fall will be seen. This belief originates in. the severe 
shake-out on Wall Street, where on several days the 
stock market has been engulfed in a flood of selling 
orders, under which quotations gave way disastrously. 
Various explanations have been put forward to account 
for this heavy fall, one of which is the threat of higher 
taxation, but nervousness has also been engendered by 
the decline in some commodity prices, particularly 
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grains. So far there is no hint of any downward move- 
ment in metal quotations, but scrap in the United States 
has displayed a much easier tone, lead scrap in parti- 
cular being weak. This is all the more surprising in 
view of the fact that only a short time ago substantial 
premiums over the domestic price for virgin (214 cents 
per lb.) were being paid for imported secondary lead. 

In Britain also there has been a setback in the scrap- 
lead quotations since a rise took place on January 1 in 
sympathy with the higher price for virgin metal. Very 
large tonnages of secondary lead have made their 
appearance and, not unnaturally, this selling pressure 
has depressed values. Of remelted lead and scrap 
there is certainly no scarcity at present in the United 
Kingdom, and many traders are beginning to think that 
abandonment of the rationing scheme in virgin would 
not cause any great embarrassment. But all the para- 
phernalia of control has become so much a part of 
business life in this country that it seems hopeless to 
expect the authorities to give way and accept the obvi- 
ous indications that the position in lead is entirely dif- 
ferent from what it was two years ago. The absurdly 
high price is, of course, killing demand and the metal 
is losing ground considerably in certain directions, par- 


Increasing German Competition 
Preventing Unfair Methods 


Mr. Harold Wilson, President of the Board of Trade, 
was called upon to reply to many questions on the sub- 
ject of increasing competition from Germany in the 
House of Commons on February 9. He told the House 
that Britain must expect increasing competition from 
Germany in chemicals, glass, machinery, including 
heavy engineering and electrical equipment, shipbuild- 
ing, scientific instruments, cement, and clay and stone 
products. Those German industries, he said, were 
competitive at the new rate of exchange (30 U.S. cents 
to one Deutschemark) and presented the hard core of 
the problem. Recent unfair competition in most other 
lines, such as the Volkswagen, was the result of con- 
tracts made under the old exchange rate and would 
end as these contracts ran out. 

The Minister said it was the British Government's 
policy to prevent a revival of “ unfair ” competition and 
the occupation statute now being prepared would give 
the military authorities powers to that end. He thought 
that the recent reappearance of German competition 
had given rise to fears out of all relation to the amount 
of goods involved. There had been no serious menace 
to our export drive. He appreciated that concern over 
German competition in the export market was wide- 
spread. 

Questions on the same subject were also put to Mr. 
Emnest Bevin, Foreign Secretary, on February 9, He 
said that a sharp distinction had to be drawn between 
competition and unfair competition. So far as ordinary 
commercial competition was concerned, it was the policy 
of the Government to restore healthy and visible 
economy in Germany. To achieve that a large and in- 
creasing expansion in German exports would be re- 
quired. 
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